Aircraft OEIVÎ: Eurocopter 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2016-163 Date Opened: 08 December 2016 Title: Fabrication 


Aircraft Mode!: AS350 
Product Type: Bicycle Rack 
Product Model: Cam/Up. Roller/Low. Roiler 
Quantity: 40/20/20 


Work Order Contents 
Work Order/Build Sheets (Procédures Provided) 


Additional Work Sheets (Standard Practice) 
Drawings (See List Below) 


Parts Distribution Sheet 
Sub Component Tags 


Completed Certification 
Time Sheet (R&D) 


Notes 


Build Sheet Contents 


Drawing List 


Tasks Initialled 


Dual Inspections Initialled 


Drawing # 
Rev# 
Description 


Initial or N/A 


DB 
N/A 


DB 
N/A 
N/A 


N/A 
N/A 


Initiai or N/A 


Initiai or N/A 


100222 
0 
Cam 
DB 


100223 
0 
Rollers 
DB 


Component Compietion 


Quantity Complété on This Work Order 


Quantity Incomplète on This Work Order 


Further Processing Required Before Release 


Release to Stock as Components 


Certification 
Form One Completed 


Serviceable (Green) Tag Completed 


In Process (Yellow) Tag Completed 


Unserviceable (Red) Tag Completed 


Parts Placed in Stores for Distribution 


Additional Documentation 


Documentation of a minor change 
Non-Conformance Report Required 
Service Difficulty Report Required 


Billing 


Local (Aero Design) 
Research and Development 


Third Party 


As instructed 


o 


Initial pr N/A 
Iprr 
TJIf, 


Initial or N/A 


N/A 


N/A 
N/A 


Initial or N/A 


JC 
N/A 
N/A 


Traveller 


Work performed by: 
ICC / Dual Inspection preformed by: 
Work Order closed by: 
Print: JT. C 
Approved Manufacturing Facility 73-04 


Print: JT 


Print: 


Initial or N/A 
Notes: 


Sign _ 
Sign:_ 


Form 20. 


SCA 


SCA 


SCA 


Date: 
Date: 
; 
Date:oa 
Rev. Original 23 Sep 2014 


Aero Design Ltd. 


Component Fabrication 


Work Order Number: 


100222-03 Cam 


Date: 


Notes: 


Set speed to 1030 RPM. 


Set feed to .040" per inch per rev. 


Maximum depth of eut not to exceed .100" per pass 


No coolant required 


Manual Lathe 


Tasks 
SCA 


1. 
Record matériel PO below 


2. 
Cut 2" solid round bar acetyl to 4.125" in length 
jUg 


3. 
Face, break corner and using center drill dimple one end only. 


4. 
Insert 1" round bar Into 1" collet protruding 1" to be used as stop 


5. 
Install 3 jaw chuck over collet/stop assembly 
m 


6. 
Insert finished end of part into collet ensuring contact with the collet stop. 
dJû 


7. 
Set lathe bed stop to finished part length lAW drawing 100222 Item 03 


8. 
Face end with a maximum depth of cut not to exceed .100" until contact with lathe bed 


stop Is achieved 


9. 
Place mark at .560" from dimpled end of the part 


10. 
Place mark at 1.05" from opposite end of the part 
JL)^ 


11. 
Set collet stop .200" 


12. 
Insert non-dimpled end of part into chuck ensuring mark is clear of the chuck face a 


minimum of 1/4" 
ûé 


13. 
Rotate the compound slide to 30 degrees and lock down 


14. 
Place mark on compound slide dial to Indicate 0 


15. 
Set lathe bed stop to match mark closest to the chuck. 
m 
16. 
Support the outboard end of the part utilizing the live center In the tail stock adjusting the 


stock so the carriage contacts it at the outer mark on the part. 
m 


17. 
Using the .320 grooving tool, machine area between lines to finished dimensions lAW 


drawing 100222 Item 03 
m 


18. 
With the carriage at the tail stock stop, rotate the compound dial counter clockwise until 


clearing the part, thereby imparting a 60 degree angle in the outer end 


Note: 


Return compound dial to 0 mark before each pass 


/ 


Manual Mill 


19. 
Insert two rollers on side in mil! vice clamping on ends 


20. 
Using a sharp 1" slot mill at 1000 RPM, machine a .055" deep flat on the top side of the 


roller extending from the top of each radius 
i)f.M 


21. 
Rotate parts resting the flat produced in the previous step on a flat bar to ensure upper and 


lower flats are parallel 


22. 
Using a sharp 1" slot mill at 1000 RPM, machine a .055" deep flat on the top side of the 


roller extending from the top of each radius 


CNC Mill 


23. 
Install spécial vice ja\ws for bike rack cam in CNC vice using 1" aluminum alignment rods to 


ensure front and rear jaws are parallel 


24. 
Remove alignment rods and install 2" aluminum reference tool to assist in finding center in 
X and Y axis using standard practices 


25. 
Using the point finder, locate the center of the reference tool using standard practices 


26. 
Using the point finder, located the top of the reference tool using standard practices 


Note; 
Add 1.64" to Z axis to set G for final work height 


27. 
Insert the part in the vice jaws fully seated at the bottom with the dimple facing up. 


28. 
Install 1/2" X 3/4" clamp up bars and clamp down fully 
1^' 
29. 
Lightiy tap the top of the part with a soft faced hammer to ensure it is fully seated 


30. 
Run CNC program 


31. 
Remove part from vice. 


32. 
Deburr and inspect finish and dimensions of final part. 
% 
33. 
Tag completed parts lAW Aero Design MPM. 


Material Purchase Order Number 
Batch Quantity 
"2^^ 3^ 


Aero Design Ltd. 


Component Fabrication 


Work Order Number: J'oie,-US 
100223-01 Upper Relier 


Date 


Notes: 


Set speed to 1030 RPM. 


Set feed to .004" per inch per rev. 
Maximum depth of eut net to exceed .100" per pass 
No coolant required 


Step 
Tasks 
SCA 


1. 
Record material PO below 
sw 


2. 
Cut 1" solid round bar acetyl to 4.125" in length 
w 


3. 
Face, center drill and bore hole 2.5" deep using "W" 
drill at one end only. 


4. 
Set collet stop to 1" depth 
& 


5. 
Insert finished end of part into collet ensuring contact with the collet stop. 


6. 
Set lathe bed stop to finished part length lAW drawing 100223 Item 01 
m 


7. 
Face end with a maximum depth of cut not to exceed .100" until contact with lathe bed 


stop is achieved 


8. 
Center drill, bore 2.5" deep using a letter "W" 
drill. 


9. 
Place mark at .280" from each end of the part 


10. 
Set collet stop .200" 
m 


11. 
Insert end of part into collet ensuring contact with the collet stop. 


12 
Support the outboard end of the part utilizing the live center in the tail stock 


13. 
Using the FISS parting tool, machine area between Unes to finished dimensions lAW 


drawing 100223 Item 01. 
PS 


14. 
Deburr and inspect finish and dimensions of final part. 


15. 
Tag completed parts lAW Aero Design MPM. 
m 


Material Purchase Order Number 
Batch Quantity 
QO 
lbo-r=) 


Aero Design Ltd. 
Component Fabrication 


Work Order Number: 


100223-02 Lower Relier 
Date: 
f^VdolL 


Notes: 


Set speed to 1030 RPM. 


Set feed to .004" per inch per rev. 
Maximum depth of eut not to exceed .100" per pass 
No coolant required 


Tasks 
SCA 


1. 
Record material PO below 
-WT- 


2. 
Cut 1" solid round bar acetyl to 4.125" in length 


3. 
Face, center drill and bore hole 2.5" deep using "W" 
drill at one end only. 
(ï)ô 


4. 
Set collet stop to 1" depth 


5. 
Insert finished end of part into collet ensuring contact with the collet stop. 
m 


6. 
Set lathe bed stop to finished part length lAW drawing 100223 Item 02 


7. 


Face end with a maximum depth of cut not to exceed .100" until contact with lathe bed 


stop is achieved 


8. 
Center drill, bore 2.5" deep using a letter "W" 
drill. 


9. 
Place mark at 1.08" from one end of the part 
m 


10. 
Place mark at .77" from the opposite end of the part 


11. 
Set collet stop .600" 
uê 


12. 
Insert the long end of part into collet ensuring contact with the collet stop. 
Sâ 
13. 
Support the outboard end of the part utilizing the live center in the tail stock 
m 


14. 


Using the .320 grooving tool, machine area between lines to finished dimensions lAW 


drawing 100223 Item 02 


15. 
Deburr and inspect finish and dimensions of final part. 


16. 
Tag completed parts lAW Aero Design MPM. 
M 


Material Purchase Order Number 
Batch Quantity QQ 
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fi 
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DESCRIPTION OF CHANCE 
c mtmt» comiéo wonm. 


INITIAL ISSUE 


au 
BEF 
IKX03_ 
MAX 


@ 
CAM 


NOTES 


1. REMO>C Aa BUBRS AND BREAK SHARP EDGCS. 


Z *LOING OF 304 STAINLESS STEEL TO SE COMPLETED BY GTAW MCTMOO TO AMS2685C. 
RELOING ROO SHALL CONFORM TO ERSML OR EOUIVAlfNT. 


nsOT FOR CENTERINC 
IS ACCEPTABLE 
BOTH EN05 


ORUl W (asw) TMRU 


03 LONG 


iS- 
—1 
7/-■ R 
=!=■ 
H 4= 


N \1_1 [ 
'■ 


(n)@ DRIVE PLATE ASSEMBLY 


LH SHO«N. RH OPPOSITE 
®v 


(0436) 
TO FAR WALL 
@@CAM ASSEMBLY 
^ 
LH SHONN. RH OPPOSITE 


ORU. «'A* (0438) 
1 


>©-[7-<CT) 


(l^ DRIVE PLATE 


i 


«>17 
lO] 


@@ HANDLE ASSEMBLY 
lu ninaai 
bu isbb/nbitt 
LH SHORN. RH OPPOSITE 


OTY OTY OTY OTY QTY OTY 


100222-01 
01 


RH HANOLE ASSEM«.Y 
LH HANOLE ASSOiBLY 


«H DRI^ PLATE ASSEMBLY 
LH OWNE PLATE ASSEMBLY 


RH CAM ASSEMBLY 
I CAM ASSEMBLY 


304 STAWIXSS STER 
304 STAINLESS STEEL 
304 STAINLESS STEEL 
304 STAWLESS STEa 


'304 STAINt£SS STEa 


BLACK ACETAl 


UATERIAL SPCC 


MW O02S SHEET 
0438 X OOeS TOBE 
OS X POU SQR TUBE 


UST OF HATDBALS 


JASON REK\C 


?B JUNE 2018 


» JUNE 2018 


UNLESS OTHERWSE SPEOFIED 


DIMENSIONS ARE M INWES. 
TOLERANCES ON; 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
±0.03 
±0.1 


X.XX 


AERO DESIGN LTD. 


AIRBUS HELICOPTERS AS350/AS355/EC130 
BICYCLE RACK INSTALLATION 
CAM FABRICATION 


SHEET 
1 or 1 
Al 
100222 


THIS DRAMNC CONTWNS INFORMATION ANO DATA WHCH B PROPRIETARY TO A£RO DESGN LTD. THB DRAWING, DR ANY PORTION THEREDF. MAY NOT BE REPROOUCED, 
OOPED, OR DUPUCATÏD M ANY MANNER, NOR USED FOR UANUFACTURING WITHOUT THE WRITTEN CONSENT OF AERO DESION LTD. BY ACCEPTWO TMS DRAWING FOR 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


3.990 
3.970 


1.37 
1.56- 


R0.32 
TYP 
DRILL W (0.386) 
1.08 
REF 
0.77 
REF 
01.00 
STOCK 


00.63 


@)LOWER ROLLER 


02 


QTY 


100223-02 02 LOWER ROLLER 


PART NO. 
ITEM 
DESCRIPTION 


BLACK ACETAL 


MATERIAL 


ASTM D6778 


MATERIAL SPEC 


1.0 ROD 


STOCK SIZE 


LIST OF MATERIALS 


APPROVALS 


DRAim: 
JEFF CLARKE 


CHECKED: JASON REKVE 


DATE 


04 SEPT 2015 


04 SEPT 2015 


UNLESS OTHERWISE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
DECIMALS 
ANaES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


9888A MALASPINA ROAD 
POWELL RIVER, BC. CANADA, V8A 0G3 
TEL: 604.463.2378 
www.aerodeslcn.ca 


AIRBUS HELICOPTERS AS350/AS355/EC130 
BICYCLE RACK INSTALLATION 
ROLLER FABRICATION 


SCALE 1 : 1 


SHEET 2 OF 2 


DWG. SIZE 
A4 


DWG. NO. 
100223 


REV. 
0 


1HtS ORAWNG CONTMNS INFORMATION AND DATA WHICH IS PROPRCTARY TO AERO DESIGN LTD. THIS DRAMNG, OR ANY PORTION THEREOF, MAY NOT BE REPROOUCED, 
COPCD, OR DUPUCATED M ANY MANNER, NOR USED FOR MANUFACTURMG WTHOUT THE WRITTEN CONSENT OF AERO DESIGN LTD. BY ACCEPTMG THS DRAMNG FOR 
REFERENCE. THE REOPIENT AGREES TO HOU) AERO DESIGN LTD. HARMLESS FROM THE USE. OR IflSUSE. OF THS DRAMNG OR THE INFORMATION CONTAINED THEREON. 


REV. 
DESCRIPTION OF CHANGE 


INITIAL ISSUE 


INITIAIS 
DATE 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


3.990 
3.970 
DRILL W (0.386) 
■ 0.30 TYP 
»0.08 TYP- 
■ 0.03 


«0.63 


UPPER ROLLER 


01 


OTY 


100223-01 
01 
UPPER ROLLER 


PART NO. 
ITEM 
DESCRIPTION 


BLACK ACETAL 


MATERIAL 


ASTM D6778 


MATERIAL SPEC 


1.0 ROD 


STOCK SIZE 


LIST OF MATERIALS 


APPROVALS 


DRAWN: 
JEFF CLARKE 


CHECKED: JASON REKVE 


DATE 


04 SEPT 2015 


04 SEPT 2015 


UNLESS OTHERWISE SPECIRED 


DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 


DECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD 


9888A MALASPINA ROAD 
POWELL RIVER, BC. CANADA, V8A 0G3 


TEL: 604.483.2378 
www.aerodealcn.ca 


AIRBUS HELICOPTERS AS350/AS355/EC130 
BICYCLE RACK INSTALLATION 
ROLLER FABRICATION 


SCALE 1 
: 
1 


SHEET 
1 
OF 2 


OWG. SIZE 
A4 


OWG. NO. 
100223 


REV. 
0 


